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A SECTION  A-A
1. ALL DIMENSIONS ARE INCHES. DETA‘L C
2. DATUM A TO BE ESTABLISHED BASED ON EXISTING SCALE 447
EDGE OF CAVITY HALF-SHELL.
3. DATUM B AXIS TO BE ESTABLISHED BY MINIMIZING
CIRCULAR RUNOUT NEAR QUTER EDGE OF HALF-SHELL. 1 2 | 2506504 | STIFFENER RING
4. STIFFENER RING TO BE POSITIONED AND HELD IN 1 T 2506364 | CAVITY HALF-SHELL SPINNING
REQD|I TEM|PART NO. DESCRIPT ION
PLACE DURING WELDING BY FIXTURING PROVIDED. TNESS OTOERWISE SPECIEIED S0P ORDERS T AWRENGE BERKELEY LABORATORY
5. THESE SURFACES TO BE MACHINED AFTER WELDING. alx = 1 [ 21764 AT SERTAL UNIVERS | TY OF CAL1FORN|A-BERKELEY
6. MINIMUM CLEAN-UP ON THIS SURFACE. éxx + .02 anGLEs + 5 [DAIE DAL N, 201 MHZ MUON CAVITY PROTOTYPE
S|t 010 |Fiwisi 1257 %GR CAVITY BODY COMPONENTS
THREADS RE CLass 2 [SURRACE L DEGREASE CAVITY HALF-SHELL MACHINING SIDE A
CUT 1.5 PITCH THRD RELIEF WITH ROUND NOSE TOOL I‘l’llgl%ll\-llT - PATENT CLEAR DWG. TYPE SHOWN ON SCALE /I /4 DO gngN%gALE
ON MACHINE CUT THREADS. DWG.S \/|ROS'|'EK D6T7E 03 PART TG ST7E | REV
A |SPV (-3[12/4/03| DIMS ADDED TO STIFFENER RING ID AND OD CLEAN-UP cuTs [BREAK EDGES .016 MAX. ON MACHINED WORK 1gy™- -24-03[MTCROFTLMED [DESIGN ACCT. NO.| CATEGORY CODE | o~ — '
REV ] DWG CHk [ZONE] DATE CHANGES REFERENCES: ANSI Y145 & 846.1. |9S . VIROSTEK %5374 03 7oMc-cs| --- | 2006374 | A
8 7 6 \ ; 3 2 1




